40) A 
2 482? 
Work Order ID 48 


‚June 26, 2009 12:39:33 PM 


Item ID: D3560-042 
Revision ID: D 


Accept 


Item Name: Arm Weldment 
Start Date: — 15/07/2009 Start Qty: 8,0 | U) 
Required Date: 03/08/2009 Req'd Qty: £.00 M HM 
Reference: 
Approvals: Process Plan: AE Date: DA |- 04 Tooling: 
QC: Date: SPC (Y/N): 

Sequence ID/ Operation Set Up/ 
Work Center ID i Description å Run Hours 
Draw Nbr Revision Nbr 

D3560 Rev D 
100 0.00 
VAA TNNT wanani 
Bandsaw 0.00 


Memo 


deaspa Bandsaw Cut blanks 16.750" long 


110 


U) 
HAAS I 


HAAS CNC vertical machine #1 


0.00 
HAAS CNC VERTICAL MACHINING #1 


0.00 
& Dwg D3560 Rev: 


Memo 
l- Mill as per Folio FA694 Rev: 


PRIO SUFFI 
AAK 


AGA 


Cust Item ID: 


Customer: 
Date: 
Date: 
Draw Draw Plan 
Number Rev. Code Qty 
Vg 
2-C'sink Y 


0.196" hole on manual mill as per dwg D3560 3-Deburr per dwg D3560 


OC2- Inspect parts off machine FAVFAIB 0.00 


120 
IT] 
QC 


Quality Control 


Memo 0.00 


Accept 


Page I 


Setup Start HUNN 
see HÅ 


se" JNM 
WL 


Reject 
Qty 


Reject Insp. 
Number Stamp 


Work Order ID 48386 


June 26, 2009 12:39:33 PM 


Item ID: 
Revision ID: 
Item Name: 


Start Date: 


Required Date: 03/08/2009 


Reference: 


Approvals: 


Sequence ID/ 


Work Center ID 


130 


NH 
QC 


Quality Control 


140 


III 


Large Fab 
Large Fab 


150 


AN 


Quality Control 


D3560-042 
D 


Arm Weldment 


15/07/2009 Start Qty: 8.00 


Reg'd Qty: 8.00 


Process Plan: Date: 
QC: Date: 
Operation 
Description 


OC8- Inspect parts = second check 


Memo 


Large Fab 


Memo 


I-Weld assembly as per dwg D3560 STEP 
bottom of arm with blue pad ) 12- set up bracket and arm on jig’ 3- preheat 
bracket and arm with torch: 14- clean before welding with brush’ 5- set up 


machine to 135 amps 6- weld across 


OCS- Inspect part completeness to step on W/O 


Memo 


AKA ON UO TOIT 
AKG 


Accept 


Tooling: 


SPC(Y/N): 


Set Up/ 
Run Hours 
0.00 


0.00 


0.00 


0.00 


0.00 


0.00 


Cust Item ID: 


Customer: 
Date: 
Date: 
Draw Draw Plan 
Number Rev. Code 
Y 


l- clean material (buff bracket and 


>) > al. en 


Z 10:01 04 


Accept 
Qty 


Page 2 


Setup Start MANN 


Run 


Stop 


Start 


Stop 


Reject 


Qty 


III 
III 


Reject 
Number 


Insp. 
Stamp 


Work Order 10 48386 HII Page 3 


June 26, 2009 12:39:33 PM 


„ * GÅ sceo ser, MAMA 


Revision ID: D 


Item Name: Arm Weldment -— mm II Il 


Start Date; 15/07/2009 Start Qty: 8.00 II) Cust Item ID: 
Required Date: 03/08/2009 Req'd Qty: 8.00 HI Customer: 
Reference: 


Run Scart 1 
Approvals: Process Plan: Date: Tooling: Date: 
Sto 
QC: Date: SPC (Y/N): Date: P N 


Sequence ID/ Operation Set Up/ Draw Draw Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Number Rev. Code Qty Qty Number Stamp 
160 QC9- Inspect visual per QSI004- Fusion Welds 0.00 

III Ü DOOS 

QC Memo 0.00 


Quality Control 


170 Chemical Conversion Coat per QSIOOS 4.1 0.00 
U) /0.0/. OY / 


HandFinish Memo 0.00 
Hand Finishing 


180 QC3- Inspect Part Finish 0.00 L (ig 


III ole: oq 


Memo 0.00 


Quality Control 


Orte ID 48386 HII Page 


June 26, 2009 12:39:33 PM 


Item ID: 
Revision ID: 
Item Name: 


D3560-042 Ateni AK s=, sens IN 
D 
Arm Welde see HV 


Start Date: 15/07/2009 Start Qty: 8.00 IT) Cust Item ID: 
Required Date: 03/08/2009 Req'd Qty: 8.00 NN Õim 
Reference: 
Ron Stare III 
Approvals: Process Plan: Date: Tooling: Date: 


Sequence ID/ 


ac: Date: SPC (YIN): Date: AN 


Operation Set Up/ Draw Draw Plan Accept Reject Reject Insp. 


Work Center ID Description Run Hours Number Rev. Code Qty Qty Number Stamp 


190 
VAM 


Small Fab 
Small Fab 


200 
AN 


Quality Control 


210 


Packaging 
Packaging 


0.00 


Small Fab AJ JG a 
Memo 0.00 


I-Press bushing in D3560 arm per dwg D3562 


2) AE N E 


QCS- Inspect part completeness to step on W/O 0.00 


Memo 0.00 


Identify as per dwg & Stock Location: K + 0.00 Vi VID) or 0 Y / 


Memo 0.00 


— 


Work Order ID 48386 U Page 5 


June 26, 2009 12:39:33 PM 


. 1 M v. Tu € 
Hem ID: D3560-042 . AG EN e s.s he 
Revision ID: D 
Item Name: — Arm Weldmen veo (HÅ 


Start Date: 15/07/2009 Start Qty: 8.00 NN Cust Item ID: 
Required Date: 03/08/2009 Req'd Qty: 8.00 IT) Customer: 
Reference: 


kun N) 
Approvals: Process Plan: Date: Tooling: Date: 
Sto 
oc Date vc. Du: a 


Sequence ID/ Operation Set Up/ Draw Draw Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Number Rev. Code Qty Oty Number Stamp 
220 QC21- Final Inspection - Work Order Release 0.00 


ü 10. 


INI | 
pt 10104 


Memo 0.00 


Quality Control 


Picklist Print 
June 26, 2009 12:39:32 PM 


Work Order ID: 48386 


A AN I i 
III 


Parent Item: D3560-042RevD 


Parent Item Name: Arm Weldment 


Comments: 

Component Item ID/ Replacement Mfg/ Bin Primary Last Route Unitof ^ Qty on 
Item Name Item ID Purch Item Location Location Seq ID Measure Hand 

D2808RevB Manufactured No 100 Each 0.0000 
AE 392/81 

Bushing 

M6061 T6B0.500X05.00 Purchased No 140 f 0.0000 
0 

VREK AIUTO OI mast) 

6061-T6 Bar .500 x 5.00 e d d 

D3592-IRevB Manufactured No 190 Each 0.0000 


Plate 


34577 7 


Start Date: 15/07/2009 
Start Qty: 8.00 


Page I 


Required Date: 03/08/2009 
Required Qty: 8.00 


Remaining Qty 
Oty To Pick Issued 


Date 
Issued 


Status 


8.0000 Å SÅ ¿fo 
m X“ 
11.7474 


m La. 2. 27 
Map ase? 


0000 


8 
LII 


r LL... ˙ . me 


se. Monday, 08/06/2009 9:24:25 AM 
jer. Julie Dawson 
Process Sheet ` 

ıstomer + CU-DAR001 | i 

Dart Helicopters Services Drawing Name : ARM 
» Number : 48386 
imate Number : 12882 
). Number š Part Number : D3560042 
is Issue : 08/06/2009 S.O. No. Drawing Number r: 03560 REV D 
iht Rev. NC Project Number : NÅ 
st Issue ve Type : MACHINED PARTS Drawing Revision — : D 
»vious Run : 47864 Material : 
itten By : Due Date : 15/06/2009 Qty: 8 Um: Each 
ecked & Approved By 7 V 
imment : Est RevA New Issue 070524 EC 


est rev B ECN987 07.10.09 EC verified by DD 
EstRevC ECN1048 07-12-18 DD verified by: EC 


iditional Product 


BEN 0 


Seq. #: Machine Or Operation: 
M6061T680500X05000 


QAM - 


6061-T6 Bar .500 x 5.00 


MW 


— mm ——— — 


= blanks 16.750" long 


m || 


o MM 


Com 


1- Mill as per Folio FA694 Rev: Dot Dwg D3560 Rev: D 


2-C'sink 0.196" hole on manual mill as per dwg D3560 


3 le — of 


— m MM 


Comment: INSPECT PARTS AS TH 


Monday, 08/06/2009 9:24:26 AM 
User: Julie Dawson 

T = Process Sheet 
Drawing Name: ARM 


Customer: CU-DAR001 Dart Helicopters Services 


5.0 QC8 


Comment: SECOND CHECK 


D35921 
Comment: Qty: — 1.0000 Each(s)/Unit Total: 8.0000 Each(s) 


PLATE 
LARGE FAB 1 LARGE FABRICATION RESOURCE 1 


INN INN 


Comment: LARGE FABRICATION RESOURCE 1 


Job Number: 48386 Part Number: D3560042 


Job Number: 


SECOND CHECK 


1-Weld assembly as per dwg D3560 


STEP: 

1- clean material (buff bracket and bottom of arm with blue pad ) A 

2- setup bracket and arm on jig 

3- preheat bracket and arm with torch SH D DE > e Y 
4- clean before welding with brush 

5- setup machine to 135 amps 

6- weld across bottom and top ends 

7- reheat with torch ( 65 deg C ) 

8- on one side weld from bottom to top half way 

9- same for other side (half way) 

10- from half way point weld the rest of the first side (ease off pedal near end) 

11- same for remaining side (ease off pedal near end) 


QC5 


Comment: INSPECT WORK TO CURRENT STEP 


INSPECT WORK TO CURRENT STEP 


VISUAL WELDING INSPECTION 


QC9 


Comment: VISUAL WELDING INSPECTION 


Monday, 08/06/2009 9:24:26 AM 
Vaer; duia Qawson Process Sheet 
Drawing Name: ARM 


Customer: CU-DAR001 Dart Helicopters Services 


HW 


Seq. #: Machine Or Operation: Description : 
HAND FINISHING1 HAND FINISHING RESOURCE #1 


Comment: HAND FINISHING RESOURCE #1 I . y 
Chemical Conversion Coat as per QSI 005 4.1 ^ 
11.0 QC3 INSPECT POWDER COAT/CHEMICAL CONVERSION 


Comment: INSPECT POWDER COAT/CHEMICAL CONVERSION i / L 0 fotledd = 


D2808 Bushing 
2 


Comment: Qty: 1.0000 Each(s)/Unit Total: 8.0000 Each(s) y 
Spacer ,7 ^ < 
SMALL FAB 1 


VIA 


Comment: SMALL & MEDIUM FAB RESOURCE 1 
1-Press bushing in D3560 arm per dwg D3562 


QC5 INSPECT WORK TO CURRENT STEP 


Comment: INSPECT WORK TO CURRENT STEP 


PACKAGING 1 PACKAGING RESOURCE #1 


Comment: PACKAGING RESOURCE #1 
Identify and Stock 
Location: 


Part Number: D3560042 


Job Number: 48386 
Job Number: 


FR 


SMALL & MEDIUM FAB RESOURCE 1 


FINAL INSPECTION/W/O RELEASE 


m m 


Comment: FINAL INSPECTION/W/O RELEASE 


uS D | 


Page 3 Form: rprocess 


Work Order: | 14-4280 | 


Page 1 of 1 


FIRST ARTICLE INSPECTION CHECKLIST 


[x] First Article C] Prototype 


Method of 
Reject Inspection Comments 


g 
389 
o 9 
3 £ 
2. 3 
o 0 
3 
Í 
Q 
° 
— 
m 
> | 
o 
o 
2 
3 > 
Aa 2 
las 
2. ) 
8. 
= 
n 
o 
o 
o 
Oo 
Lad 


Tas tz 
os | saw | HQ, 7 | 
pam | wee | As] | | 


1.700 +/-0.010 E 
00.385 x 100° | +/-0.010 x 0.5° Ed 
0.250 Deep +/-0.010 


Prototype Approval: N/A 
Mmm > [Revised by | Approved 


01. KJJJLM 9 
| B | 07.06.13 | Dimensions updated per Dwg Rev B | KJIJLM AL! 


H:\FORMS\Quality Assurance\approved QAVFAI revD 


" 


3582-1 PLATE 


RIAL: N/A 
FINISH; CHEMICAL CONVERSION COAT PER DART QSI 005 41 
TOLERANCES: PER DART QSI 018 UNLESS OTHERWISE NOTED 
UNITS: INCHES UNLESS OTHERWISE NOTED 
BREAK SHARP EDGES: 0.005 TO 0.015 MAX 
6) IDENTIFICATION: N/A 
7) WEIGHT: 1.23 lbs (TYP) 
8) WELDING: PER DART QS! 004 


D2808 SPACER 
PRESS FIT AFTER 
ALODINE 


D2808 SPACER, 
PRESS FIT AFTER 
ALODINE 


D2808 SPACER, 
PRESS FIT AFTER 
ALODINE 


D2808 SPACER. 
PRESS FIT AFTER 
ALODINE 


DART AEROSPACE LID 
HAWKESBURY, 


ONTARIO, CANADA 


TOi — — 
PROFILE TO MATCH 
03592-1 PLA 


E, 
EAT 2.4". 
SEE VIEW C-C 


0 49 
R0.75 


^ 0250 DEEP FROM 


THIS SIDE 


3.66 


OL DA rans 


NANOHLIM 


NN 


32110 


AN 


OYLNOINA 


335 


qi 
ONU 


NI 


iv 
a 


1,000 THRU 
(TYP 7 PLACES) 


LA 
Sx 
42 
m "d 
RO 
7 A 
P 


OË 


(60.196 (DRILL #9 REF) 
C'SINK @0.385x100° 


RO.30 (TYP ALL OUTSIDE CORNERS EXCEPT WHERE INDICATED) 


«0.000 
C'BORE 0.507 -0.001 


D3560-1 ARM WELDMENT 


sd onc 


2) FINISH: N 
3) TOLE! 


RANCES: PER DART QSI 018 UNLESS OTHERWISE NOTED 
$ dd SHARE UNLESS OTHERWISE NOTED 


Fd ystee 6061-T851/T8510/T6511/T62) BAR, 0.500 THICK 
225/8 (OR AMS 4117/4128/4115/4116) OR 
PER AMS OG Å 200/8 OR AMS 4160) 
REF. DART SPEC. 1T6B0.500) 


EDGES: 0.005 TO 0.015 MAX 


6) IDEN TION: N/A 
7) WEIGHT: 1.05 Ibs 


ws T 47 ] DART AEROSPACE LID 

ka a EC > >>> 

CHECKED | || DRAWING NO. REV.D 

MFG. APPR. wc D3560 SHEET 20F 5 
D 

DE APPR. ARM WELDMENT _ 


LY m 
COFTRIONT © 1000. 


SCALE 
12 


oos U U — SER 
s PUER MATIN 


0.250 DEEP FROM 
THIS SIDE 


R0.375 


| 
| 


E TO MATCH 
i PLATE, , 
MACHINE AT 2.4°, 
SEE | D-D 


D3560-2 ARM 


VU 8081-76 (OR 6061 


-T651/T8510/T651 
OR 


1/162) BAR, 0.500 THICK 
AMS 2 oii) OR 
PER AMS-QQ-A-200/8 (OR AMS 4160) 
(REF. DART SPEC. 1T6B0.500) 
SH: NONE 


RANCES: PER DART OS! 018 UNLESS OTHERWISE NOTED 
: INCHES UNLESS OTHERWISE NOTED 

SHARP EDGES: 0,005 TO 0.015 MAX 

TION: N/A 


INN 


1.000 THRU 
(TYP 7 PLACES) 


us 
ot gørans 
VÆR 


D 


¿not 


gr 


Vil 


rw 


JHON 


ININONINV 


elAdOJ) 


)dOHS 


AJO. 


(01.000 THRU 
(TYP 4 PLACES) 


~ R0.30 (TYP ALL OUTSIDE CORNERS EXCEPT WHERE INDICATED) 
RO 2 | 


C'BORE 90507 0091 
0.250 DEEP FROM ` 
On, THIS SIDE 


D3560-3 ARM 


MATERIAL: 6061-T6 (OR 6061-1651/18510/T551 
PER -QQ-A-225/8 


4/762) BAR, 0.500 THICK 
An 41 1412841164116) OR 
200/8 (OR AMS 4160) 

. M6061T680 500) 


R0.13 (TYP) _ / 
(POCKETING RAD) 


ANT TAPER 
FROM 1.702 TO 1.750 


@0.196 (DRILL 49 REF) 
C'SINK @0.385x100° 


las t 0.500 


R0.032 
AT BASE OF C'BORE 


+0.000 
C'BORE 60077) 901 


0.250 DEEP FROM — 
THIS SIDE 


arans 


13 


OL NANA 
gO dolis 


ANKER Be! 


4 HON LM NN 
i 
al 


Qo 07110% 


IA N3WV ©. 


ti 
SG 


RO.30 (TYP ALL OUTSIDE CORNERS EXCEPT WHERE INDICATED) 
0.188 (TYP) 


0.250 


0.275 (TYP) 
X wn MP) 


1.750 TAPER 


CONSTANT 
FROM 1.702 TO 1.750 


91.000 THRU 
(TYP 4 PLACES) 


PROFILE TO MATCH 
D3592-1 PLATE, 
MACHINE AT 2 4°, 
SEE VIEW F-F — 


D3560-4 ARM 


er: 6061-T6 p 6061-T651/T6510/T6511/T82) 0.500 THICK 
PER 225/8 (OR AMS 4117/4128/4115/4118) OR 
PER AMS-QQ-A-200/8 (OR AMS 4160) 
(REF. DART SPEC. 1T680.500) 
: NONE 
RANCE 


S: PER DART ASI 018 UNLESS OTHERWISE NOTED 
: INCHES UNLESS OTHERWISE NOTED 
REAK SHARP EDGES: 0,005 TO 0.015 MAX 


RIS. HELE 


t «P. j 
[DESIGN | Å 
m 


DE APPR 
NONE 7414 


«tr 


~ 


